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(54) SYNTHETIC RESIN CASE AND MANUFACTURING METHOD FOR SYNTHETIC 
RESIN CASE 



PROBLEM TO BE SOLVED: To provide a 
manufacturing method for a synthetic resin case, 
capable of preventing a worker from being injured 
during assembly work or a user of the case from 
getting hurt or the like, avoiding such trouble that 
members such as an insertion part and a folded 
part are disengaged or come off, and further 
manufacturing synthetic resin cases in which the shapes of their outer 
circumferential portions and their ruled lines are variously diversified. 
SOLUTION: In this synthetic resin case using a synthetic resin sheet S as a sheet 
material, a punching blade 2 having a waved blade portion 2a or a straight blade 
portion is combined with a crease line forming protrusion having a waved protruding 
end formed as a waved blade member or a straight protruding end formed as a straight 
blade member, whereby a synthetic resin case 10A, of which the outer circumferential 
portions and the crease lines K forming case-forming folding portions are formed in a 
combination of waved portions and unwaved straight portions, is assembled. 
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[Claim(s)] 

[Claim l]A synthetic resin case, wherein all 
ruled line parts that are made from a plastic 
sheet and serve as the whole outer peripheral 
part and a bend portion for case formation are 
assembled as corrugated form. 
[Claim 2]It is made from a plastic sheet and a 
punching edge which has a corrugated form 
cutting part, and a projected part for ruled 
line formation which has the corrugated form 
projecting end formed as a blade of corrugated 
form are combined, A manufacturing method 
of a synthetic resin case assembling a 
synthetic material fat case where all ruled 
line parts used as the whole outer peripheral 
part and a bend portion for case formation are 
corrugated form. 

[Claim 3]A synthetic resin case characterized 
by what a ruled line part which is made from 
a plastic sheet and serves as a bend portion 
for an outer peripheral part and case 
formation was assembled for by form used as 
combination of a waveform part and a 
straight part which is not waveforms. 
[Claim 4]A punching edge which is made from 
a plastic sheet and has a corrugated form 
cutting part or a straight-like cutting part, A 
projected part for ruled line formation which 
has the straight-like projecting end formed as 
a blade of a corrugated form projecting end 
formed as a blade of corrugated form or the 
shape of a straight is combined, A 
manufacturing method of a synthetic resin 
case assembling a synthetic resin case in 
which a ruled line part used as a bend portion 
for an outer peripheral part and case 
formation consists of combination of a 
waveform part and a straight part which is 
not waveforms. 

[Claim 5]A synthetic resin case characterized 
by what was assembled by form from which a 
ruled line part which is made from a plastic 
sheet, and from which an outer peripheral 
part serves as a bend portion for case 
formation by a waveform part turns into a 
straight part. 

[Claim 6]An outer peripheral part combining 
a punching edge which is made from a plastic 
sheet and has a corrugated form cutting part, 
and a projected part for ruled line formation 
which has the straight-like projecting end 
formed as a straight-like blade by a waveform 
part. A manufacturing method of a synthetic 
resin case assembling a synthetic resin case of 
form in which a ruled line part used as a bend 
portion for case formation turns into a 
straight part. 

[Claim 7]A synthetic resin case characterized 



by what was assembled by form from which a 
ruled line part which is made from a plastic 
sheet, and from which an outer peripheral 
part serves as a bend portion for case 
formation by a straight part turns into a 
waveform part. 

[Claim 8]An outer peripheral part combining 
a punching edge which is made from a plastic 
sheet and has a straight-like cutting part, and 
a projected part for ruled line formation which 
has the corrugated form projecting end 
formed as a blade of corrugated form by a 
straight part. A manufacturing method of a 
synthetic resin case assembling a synthetic 
resin case of form in which a ruled line part 
used as a bend portion for case formation 
turns into a waveform part. 
[Claim 9]A synthetic resin case characterized 
by what a ruled line part which is made from 
a plastic sheet, has a waveform part and a 
straight part in an outer peripheral part, and 
serves as a bend portion for case formation 
was assembled for by form used as a 
waveform part. 

[Claim 10]A manufacturing method of a 
synthetic resin case assembling a synthetic 
resin case of form characterized by comprising 
the following in which a ruled line part which 
has a waveform part and a straight part in 
an outer peripheral part, and serves as a bend 
portion for case formation combining a 
projected part for ruled line formation turns 
into a waveform part. 

A punching edge which is made from a plastic 
sheet and has a corrugated form cutting part. 
A punching edge which has a straight-like 
cutting part. A corrugated form projecting end 
formed as a blade of corrugated form. 
[Claim 11] A synthetic resin case characterized 
by what a ruled line part which is made from 
a plastic sheet, has a waveform part and a 
straight part in an outer peripheral part, and 
serves as a bend portion for case formation 
was assembled for by form used as a straight 
part. 

[Claim 12] A manufacturing method of a 
synthetic resin case assembling a synthetic 
resin case of form characterized by comprising 
the following in which a ruled line part which 
has a waveform part and a straight part in an 
outer peripheral part, and serves as a bend 
portion for case formation combining a 
projected part for ruled line formation turns 
into a straight part. A punching edge which is 
made from a plastic sheet and has a 
corrugated form cutting part. A punching edge 
which has a straight-like cutting part. A 
straight-like projecting end formed as a 
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straight-like blade. 
[Claim 13] A synthetic resin case 
characterized by what a ruled line part which 
is made from a plastic sheet, has a waveform 
part in an outer peripheral part, and serves as 
a bend portion for case formation was 
assembled for by form which consists of 
combination of a waveform part and a 
straight part. 

[Claim 14] A punching edge which is made 
from a plastic sheet and has a corrugated 
form cutting part, and a corrugated form 
projected part which has the corrugated form 
projecting end formed as a blade of corrugated 
form, A projected part for ruled line formation 
which consists of a straight-like projected part 
which has the straight - like projecting end 
formed as a straight-like blade is combined, A 
manufacturing method of a synthetic resin 
case, wherein a ruled line part which has a 
waveform part in an outer peripheral part, 
and serves as a bend portion for case 
formation assembles a synthetic resin case of 
form which consists of combination of a 
waveform part and a straight part. 
[Claim 15]A synthetic resin case 
characterized by what a ruled line part which 
is made from a plastic sheet, has a straight 
part in an outer peripheral part, and serves as 
a bend portion for case formation was 
assembled for by form which consists of 
combination of a waveform part and a 
straight part. 

[Claim 16]A punching edge which is made 
from a plastic sheet and has a straight-like 
cutting part, By a projected part for ruled line 
formation which combined a corrugated form 
projecting end which has the corrugated form 
cutting part formed as a blade of corrugated 
form, and a straight-like projecting end which 
has the straight-like projecting end formed as 
a straight-like blade. A manufacturing 
method of a synthetic resin case assembling a 
synthetic resin case of form in which a ruled 
line part which has a straight part in an outer 
peripheral part, and serves as a bend portion 
for case formation consists of combination of a 
waveform part and a straight part. 
[Claim 17] A synthetic resin case 
characterized by what a ruled line part which 
is made from a plastic sheet, and from which 
the whole outer peripheral part serves as a 
bend portion for case formation with 
corrugated form was assembled for by form 
which consists of combination of a waveform 
part and a waveform agenesis part. 
[Claim 18]The whole outer peripheral part 
combining a punching edge which is made 
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from a plastic sheet and has a corrugated 
form cutting part, and a projected part for 
ruled line formation which established a 
crevice in this a part of corrugated form 
projecting end while having the corrugated 
form projecting end formed as a blade of 
corrugated form by a waveform part. A 
manufacturing method of a synthetic resin 
case assembling a synthetic resin case of form 
in which a ruled line part used as a bend 
portion for case formation consists of 
combination of a waveform part and a 
waveform agenesis part. 
[Detailed Description of the Invention] 
[The **** field to which invention belongs] 
This invention relates to the synthetic resin 
case which performed novel improvement to 
the outer peripheral part and the ruled line 
part, and the manufacturing method of this 
synthetic resin case. 

[Description of the Prior Art]The conventional 
example of the synthetic resin case which 
serves as a core box after an assembly is 
explained with reference to drawing 28. The 
cast 50 for synthetic resin cases shown in 
drawing 28, It is made from a plastic sheet 
and for example, the four wall surface 
sections 51, the insertion part 52, the bend 
part 53, and the jointing 54, The ruled line 
part 60 of the required number which cuts 
straight all the outlines that draw these 
peripheries using the cookie cutter equipment 
which is not illustrated, and is shown by a 
dotted line puts in and forms slitting partial 
in the shape of a straight. And this cast 50 is 
respectively bent in the position of said ruled 
line part 60, and adhesives are applied to the 
jointing 54, and a core box-like synthetic resin 
case is manufactured. 
[Problem to be solved by the 
invention] However, since all the peripheral 
parts of the insertion part 52, the bend part 
53, and the jointing 54 are respectively cut 
into the wall surface section 51 in the shape of 
a straight in the case of the above 
conventional casts 50, For example, when a 
worker touched projection Ayabe of the 
insertion part 52 and bend part 53 grade with 
a hand on the occasion of assembling work, it 
was accompanied by the danger that a finger 
will go out by the acute-angle portion of 
projection Ayabe and of being easy to get 
damaged. Since it is what is putting in slitting 
partial in the shape of a straight in said ruled 
line part 60, For example, when the insertion 
part 52 and bend part 53 grade were bent on 
the occasion of assembling work, the 
inconvenience that the insertion part 52 and 
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bend part 53 grade will be cut out from the 
cast 50 had arisen. Since the peripheral part 
of the insertion part 52 grade is cut in the 
shape of a straight as mentioned already, The 
inconvenience that it will be few, and the once 
inserted insertion part 52 will fall out and 
come out had also produced the contact 
resistance between the peripheral part of the 
insertion part 52, and contacting parts (for 
example, inner part of the wall surface section 
51 and bend part 53 grade). This invention is 
made in view of the above-mentioned 
conventional situation, and various 
improvement is performed to the form of an 
outer peripheral part and a ruled line part, 
the worker at the time of assembling work 
gets damaged, or a case user gets damaged ■■ 
etc. - it being able to prevent and, 
inconvenience called secession of components, 
such as an insertion part and a bend part, and 
an extract can be lost, and also it aims at 
providing the manufacturing method of the 
synthetic resin case which boiled various form 
of the outer peripheral part and the ruled line 
part, and was diversified, and this synthetic 
resin case. 

[Means for solving problem]The synthetic 
resin case of the invention according to claim 
1 was made from the plastic sheet, and all the 
ruled line parts used as the whole outer 
peripheral part and the bend portion for case 
formation were assembled as corrugated form. 
The manufacturing method of the synthetic 
resin case of the invention according to claim 
2, It is made from a plastic sheet and the 
punching edge which has a corrugated form 
cutting part, and the projected part for ruled 
line formation which has the corrugated form 
projecting end formed as a blade of corrugated 
form are combined, All the ruled line parts 
used as the whole outer peripheral part and 
the bend portion for case formation assemble 
the synthetic resin case which is corrugated 
form. According to invention of Claim 1 and 
two descriptions, while the whole outer 
peripheral part and all ruled line parts can 
acquire the synthetic resin case assembled by 
corrugated form, and an acute-angle portion 
is lost to the whole outer peripheral part and 
being able to prevent with [, such as a finger 
of the worker at the time of assembling 
work, ] a crack, it can prevent with a case 
user's wound. While it becomes easy to bend 
bending resistance of a ruled line part weakly 
and assembly workability improves especially 
from the whole outer peripheral part and all 
ruled line parts being corrugated form, 
between the components which a ruled line 



part adjoins via a ruled line part compared 
with a straight-like thing becomes difficult to 
break away. From being corrugated form, the 
whole outer peripheral part of the component 
used as an insertion part also becomes large, 
and contact resistance with other components 
becomes difficult to extract it. The synthetic 
resin case of the invention according to claim 
3 was made from the plastic sheet, and was 
assembled by the form from which the ruled 
line part used as the bend portion for an outer 
peripheral part and case formation serves as 
combination of a waveform part and the 
straight part which is not waveforms. The 
manufacturing method of the synthetic resin 
case of the invention according to claim 4, The 
punching edge which is made from a plastic 
sheet and has a corrugated form cutting part 
or a straight-like cutting part, The projected 
part for ruled line formation which has the 
straight-like projecting end formed as a blade 
of the corrugated form projecting end formed 
as a blade of corrugated form or the shape of a 
straight is combined, The ruled line part used 
as the bend portion for an outer peripheral 
part and case formation assembles the 
synthetic resin case which consists of 
combination of a waveform part and the 
straight part which is not waveforms. 
According to invention of Claim 3 and four 
descriptions, the ruled line part used as the 
bend portion for an outer peripheral part and 
case formation can acquire the synthetic resin 
case assembled by the form used as the 
combination of a waveform part and the 
straight part which is not waveforms. By this, 
decrease and the acute-angle portion of an 
outer peripheral part a worker and a user get 
damaged, and aim at prevention, or, 
Adjustment of the workability at the time of 
manufacture which is said adjusting the 
assembly workability at the time of bending of 
a ruled line part, adjusting the secession 
nature between the adjacent components 
through a ruled line part, or adjusting contact 
resistance with other components of the 
component used as an insertion part, and 
adjustment of the using feeling in a complete 
state are attained. The synthetic resin case of 
the invention according to claim 5 was 
assembled by the form from which the ruled 
line part which it is made from a plastic sheet, 
and an outer peripheral part is a waveform 
part, and serves as a bend portion for case 
formation turns into a straight part. The 
manufacturing method of the synthetic resin 
case of the invention according to claim 6, An 
outer peripheral part combining the punching 
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edge whicn is made from a plastic sheet and 
has a corrugated form cutting part, and the 
projected part for ruled line formation which 
has the straight like projecting end formed as 
a straight-like blade by a waveform part. The 
ruled line part used as the bend portion for 
case formation assembles the synthetic resin 
case of the form used as a straight part. 
According to invention of Claim 5 and six 
descriptions, the synthetic resin case of form 
in which the ruled line part from which an 
outer peripheral part serves as a bend portion 
for case formation by a waveform part turns 
into a straight part like invention of Claim 3 
and four descriptions can be acquired. By this, 
lose the acute-angle portion of an outer 
peripheral part, and a worker and a user get 
damaged, and aim at prevention, or, 
Adjustment of the workability at the time of 
manufacture which is said adjusting the 
assembly workability at the time of bending of 
a ruled line part, adjusting the secession 
nature between the adjacent components 
through a ruled line part, or adjusting contact 
resistance with other components of the 
component used as an insertion part, and 
adjustment of the using feeling in a complete 
state are attained. The synthetic resin case of 
the invention according to claim 7 was 
assembled by the form from which the ruled 
line part which it is made from a plastic sheet, 
and an outer peripheral part is a straight part, 
and serves as a bend portion for case 
formation turns into a waveform part. The 
manufacturing method of the synthetic resin 
case of the invention according to claim 8, An 
outer peripheral part combining the punching 
edge which is made from a plastic sheet and 
has a straight-like cutting part, and the 
projected part for ruled line formation which 
has the corrugated form projecting end 
formed as a blade of corrugated form by a 
straight part. The ruled line part used as the 
bend portion for case formation assembles the 
synthetic resin case of the form used as a 
waveform part. According to invention of 
Claim 7 and eight descriptions, the ruled line 
part from which an outer peripheral part 
serves as a bend portion for case formation by 
a straight part can acquire the synthetic resin 
case of the form used as a waveform part. 
Thereby, assembly workability at the time of 
bending of a ruled line part can be especially 
made good. The synthetic resin case of the 
invention according to claim 9 is made from a 
plastic sheet, has a waveform part and a 
straight part in an outer peripheral part, and 
was assembled by the form from which the 
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ruled line part used as the bend portion for 
case formation turns into a waveform part. 
The manufacturing method of the synthetic 
resin case of the invention according to claim 
10, The punching edge which is made from a 
plastic sheet and has a corrugated form 
cutting part, and the punching edge which 
has a straight-like cutting part, Combining 
the projected part for ruled line formation 
which has the corrugated form projecting end 
formed as a blade of corrugated form, it has a 
waveform part and a straight part in an outer 
peripheral part, and the ruled line part used 
as the bend portion for case formation 
assembles the synthetic resin case of the form 
used as a waveform part. According to 
invention of Claim 9 and ten descriptions, it 
has a waveform part and a straight part in an 
outer peripheral part, and the ruled line part 
used as the bend portion for case formation 
can acquire the synthetic resin case of the 
form used as a waveform part. It is few in the 
acute-angle portion of an outer peripheral 
part like invention of Claim 3 and four 
descriptions by this, A worker and a user get 
damaged, and aim at prevention, adjust the 
assembly workability at the time of bending of 
a ruled line part, or, Adjustment of the 
workability at the time of manufacture which 
is said adjusting the secession nature between 
the adjacent components through a ruled line 
part, or adjusting contact resistance with 
other components of the component used as 
an insertion part, and adjustment of the using 
feeling in a complete state are attained. The 
synthetic resin case of the invention according 
to claim 1 1 is made from a plastic sheet, has a 
waveform part and a straight part in an outer 
peripheral part, and was assembled by the 
form from which the ruled line part used as 
the bend portion for case formation turns into 
a straight part. The manufacturing method of 
the synthetic resin case of the invention 
according to claim 12, The punching edge 
which is made from a plastic sheet and has a 
corrugated form cutting part, and the 
punching edge which has a straight* like 
cutting pail, Combining the projected part for 
ruled line formation which has the 
straight-like projecting end formed as a 
straight-like blade, it has a waveform part 
and a straight part in an outer peripheral 
part, and the ruled line part used as the bend 
portion for case formation assembles the 
synthetic resin case of the form used as a 
straight part. According to invention of Claim 
11 and 12 descriptions, it has a waveform part 
and a straight part in an outer peripheral 
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part, and the ruled line part used as the bend 
portion for case formation can acquire the 
synthetic resin case of the form used as a 
straight part. Thereby, invention of Claim 3 
and four descriptions is used at the 
approximately said appearance, and 
adjustment of the workability at the time of 
manufacture which is said adjusting contact 
resistance with other components of the 
component which a worker and a user get 
damaged, and aims at prevention, or serves as 
an insertion part few in the acute -angle 
portion of an outer peripheral part, and 
adjustment of the using feeling in a complete 
state are attained. The synthetic resin case of 
the invention according to claim 13 is made 
from a plastic sheet, has a waveform part in 
an outer peripheral part, and was assembled 
by the form which the ruled line part used as 
the bend portion for case formation becomes 
from the combination of a waveform part and 
a straight part. The manufacturing method of 
the synthetic resin case of the invention 
according to claim 14, The punching edge 
which is made from a plastic sheet and has a 
corrugated form cutting part, and the 
corrugated form projected part which has the 
corrugated form projecting end formed as a 
blade of corrugated form, The projected part 
for ruled line formation which consists of a 
straight-like projected part which has the 
straight -like projecting end formed as a 
straight-like blade is combined, It has a 
waveform part in an outer peripheral part, 
and the ruled line part used as the bend 
portion for case formation assembles the 
synthetic resin case of the form which consists 
of combination of a waveform part and a 
straight part. According to invention of Claim 
13 and 14 descriptions, it has a waveform part 
in an outer peripheral part, and the ruled line 
part used as the bend portion for case 
formation can acquire the synthetic resin case 
of the form which consists of combination of a 
waveform part and a straight part. The 
acute-angle portion of an outer peripheral 
part is lessened like invention of Claim 3 and 
four descriptions by this, A worker and a user 
get damaged, and aim at prevention, adjust 
the assembly workability at the time of 
bending of a ruled line part, or, Adjustment of 
the workability at the time of manufacture 
which is said adjusting the secession nature 
between the adjacent components through a 
ruled line part, or adjusting contact resistance 
with other components of the component used 
as an insertion part, and adjustment of the 
using feeling in a complete state are attained. 
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The synthetic resin case of the invention 
according to claim 15 is made from a plastic 
sheet, has a straight part in an outer 
peripheral part, and was assembled by the 
form which the ruled line part used as the 
bend portion for case formation becomes from 
the combination of a waveform part and a 
straight part. The manufacturing method of 
the synthetic resin case of the invention 
according to claim 16, The punching edge 
which is made from a plastic sheet and has a 
straight-like cutting part, By the projected 
part for ruled line formation which combined 
the corrugated form projecting end which has 
the corrugated form cutting part formed as a 
blade of corrugated form, and the 
straight-like projecting end which has the 
straight-like projecting end formed as a 
straight-like blade. It has a straight part in 
an outer peripheral part, and the ruled line 
part used as the bend portion for case 
formation assembles the synthetic resin case 
of the form which consists of combination of a 
waveform part and a straight part. According 
to invention of Claim 15 and 16 descriptions, 
it has a straight part in an outer peripheral 
part, and the ruled line part used as the bend 
portion for case formation can acquire the 
synthetic resin case of the form which consists 
of combination of a waveform part and a 
straight part. Thereby, the assembly 
workability at the time of bending of a ruled 
line part can be adjusted especially. The 
synthetic resin case of the invention according 
to claim 17 was made from the plastic sheet, 
and the ruled line part from which the whole 
outer peripheral part serves as a bend portion 
for case formation with corrugated form was 
assembled by the form which consists of 
combination of a waveform part and a 
waveform agenesis part. The manufacturing 
method of the synthetic resin case of the 
invention according to claim 18, The whole 
outer peripheral part combining the punching 
edge which is made from a plastic sheet and 
has a corrugated form cutting part, and the 
projected part for ruled line formation which 
established the crevice in this a part of 
corrugated form projecting end while having 
the corrugated form projecting end formed as 
a blade of corrugated form by a waveform part. 
The ruled line part used as the bend portion 
for case formation assembles the synthetic 
resin case of the form which consists of 
combination of a waveform part and a 
waveform agenesis part. According to 
invention of Claim 17 and 18 descriptions, the 
ruled line part from which the whole outer 
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peripheral part serves as a bend portion for 
case formation by a waveform part can 
acquire the synthetic resin case of the form 
which consists of combination of a waveform 
part and a waveform agenesis part. This loses 
the acute-angle portion of an outer peripheral 
part like invention of Claim 3 and four 
descriptions, A worker and a user get 
damaged, and aim at prevention, adjust the 
assembly workability at the time of bending of 
a ruled line part, or, Adjustment of the 
workability at the time of manufacture which 
is said adjusting the secession nature between 
the adjacent components through a ruled line 
part, or adjusting contact resistance with 
other components of the component used as 
an insertion part, and adjustment of the using 
feeling in a complete state are attained. 
[Mode for carrying out the invention]Below, 
an embodiment of the invention is described 
in detail. 

(Embodiment l) Drawing 1 shows a 
manufacturing installation of a synthetic 
resin case concerning the embodiment of the 
invention 1. The punching edge 2 and the 
punch 4 which has similarly arranged the 
projected part 3 for ruled line formation of 
thin type rectangular parallelepiped shape of 
thin type rectangular parallelepiped shape 
which continues in the direction of a sheet 
surface rear surface of drawing 1 which 
pierces plastic sheet S which formed this 
manufacturing installation laminated, It has 
the bottom part 7 by which a placed opposite 
is carried out to besides type 4, lays plastic 
sheet S, and elevation driving is carried out to 
said punch 4 side, For example, said plastic 
sheet S is pierced, and the ruled line part K 
for insertion is formed so that it may have the 
ruled line part K shown by a periphery and a 
dotted line like the cast Co which are shown 
in drawing 4, and an assembly of the 
synthetic resin case 10 as shown in drawing 5 
is made possible. In this Embodiment 1, 
although plastic sheet S is used as a raw 
material which assembles and fabricates said 
synthetic resin case 10, vinylchloride resin, 
polyethylene, a plastic, etc. can be broadly 
used as a raw material. Said punch 4 is cookie 
cutter Chace 5 of fixed location with 
composition of having attached the punch 
board 6 held where said punching edge 2 and 
the projected part 3 for ruled line formation 
are made projecting caudad. Said bottom part 
7 is driven by a driving means which attaches 
the bottom part board 9 on the pedestal 8, and 
is not illustrated, and it is constituted so that 
it may go up or may descend to the punch 4 



side. As shown also in drawing 2, required 
number arrangement of the acceptor 1 for 
ruled line formation is carried out at a 
position corresponding to said projected part 3 
for ruled line formation on the bottom part 
board 9 in said bottom part 7. As for the 
acceptor 1 for this ruled line formation, plane 
shape forms the main part lb of form which 
presents the shape of a thin long hexagon 
with a metallic material, for example, a 
stainless material. As shown in drawing 2 and 
drawing 3, the long receiving groove la 
corresponding to form of the projecting end 3a 
formed in a center section along a long side 
direction as a corrugated form blade of said 
projected part 3 for ruled line formation is 
formed in the main part lb of said acceptor 1. 
Part arrangement of a majority of said 
acceptors 1 is carried out by arrangement 
corresponding to each portion which forms the 
ruled line part K on the bottom part board 9 
in the cast Co shown in drawing 4. Here, form 
of said punching edge 2 is explained with 
reference to drawing 3. The cutting part 2a of 
the punching edge 2 is formed as a wavelike 
blade in accordance with the length direction, 
as shown in drawing 3. As a result, in the cast 
Co shown in drawing 4, it is formed so that 
the whole outer peripheral part and all the 
ruled line parts K may all present corrugated 
form (waveform part). According to the 
synthetic resin case 10 constituted by 
assembling the cast Co manufactured by a 
manufacturing method of this Embodiment 1 
which uses a manufacturing installation 
mentioned above. Since the whole outer 
peripheral part of said cast Co and ruled line 
part K all are corrugated form, an acute -angle 
portion will be lost to the whole outer 
peripheral part, and it can prevent with [, 
such as a finger of a worker at the time of 
assembling work, ] a crack, and can prevent 
with a wound of a user treating the assembled 
synthetic resin case 10 similarly. While it 
becomes easy to bend bending resistance of a 
portion of the ruled line part K weakly and 
assembly workability improves especially 
from the whole outer peripheral part of said 
cast Co and ruled line part K all being all 
corrugated form, The four wall surface 
sections 11 which the ruled line part K 
adjoins via the ruled line part K compared 
with a straight-like thing, the insertion part 
12, the bend part 13, and between jointing 14 
become difficult to break away. From the 
whole outer peripheral part of the insertion 
part 12 being corrugated form, since contact 
resistance of other wall surface section 11 
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grades becomes large, after each portion of 
the insertion part 12 is assembled as the 
synthetic resin case 10 as the cast Co shows to 
drawing 5, it becomes difficult to slip out. The 
rotary system 21 which pierces plastic sheet S 
other than a manufacturing installation of 
this Embodiment 1 mentioned above as 
shown in drawing 6, i.e., a solid of revolution 
which pierced on a periphery and was 
provided with cutting part 2' of business, and 
the blade 20 which consists of projected part 
3for ruled line formation', It has the auxiliary 
solid of revolution (AMPIRU) 25 by which a 
placed opposite is carried out to this solid of 
revolution 21, and the cast Co as shown in 
drawing 4 also by a manufacturing 
installation of a shaping sheet of rotary 
system which possesses the same acceptor 1' 
as the above acceptors 1 in a position 
corresponding to the projected part 3 for ruled 
line formation of the auxiliary solid of 
revolution 25 can be manufactured. Said solid 
of revolution 21 and the auxiliary solid of 
revolution 25 can arrange and carry these out 
upside down with a graphic display. 
The manufacturing method which uses the 
manufacturing installation shown in the 
synthetic resin case 10A and drawing 1 of 
(Embodiment 2), next the embodiment of the 
invention 2 is explained with reference to 
drawing 7 thru/or drawing 9. The punching 
edge 2 which has the cutting part 2a of 
corrugated form in this Embodiment 2 as 
shown in drawing 7, Attach to a 
manufacturing installation the projected part 
3 for ruled line formation which has the 
projecting end 33a of the shape of a straight 
formed as a straight-like blade, and an outer 
peripheral part by a waveform part. The ruled 
line part K used as the bend portion for case 
formation fabricates the cast Co shown in 
drawing 8 of the form used as a straight part, 
and assembles the synthetic resin case 10A 
shown in drawing 9 based on this. According 
to this Embodiment 2, the ruled line part K 
from which an outer peripheral part serves as 
a bend portion for case formation by a 
waveform part can acquire the synthetic resin 
case 10A of the form used as a straight part. 
By this, lose the acute-angle portion of an 
outer peripheral part, and a worker and a 
user get damaged, and aim at prevention, or, 
Adjustment of the workability at the time of 
manufacture which is said adjusting the 
assembly workability at the time of bending of 
the ruled line part K, adjusting the secession 
nature between the adjacent components 
through the ruled line part K, or adjusting 



contact resistance with other components of 
the component used as an insertion part, and 
adjustment of the using feeling in a complete 
state are attained. 

A manufacturing method which uses a 
manufacturing installation shown in the 
synthetic resin case 10B and drawing 1 of 
(Embodiment 3), next the embodiment of the 
invention 3 is explained with reference to 
drawing 10 thru/or drawing 12. The punching 
edge 2A which has the straight-like cutting 
part 42a in this Embodiment 3 as shown in 
drawing 10, An outer peripheral part 
combining the projected part 3 for ruled line 
formation which has the projecting end 3a of 
corrugated form formed as a blade of 
corrugated form by a straight part. The ruled 
line part K used as a bend portion for case 
formation fabricates the cast Co shown in 
drawing 11 of form used as a waveform part, 
and assembles the synthetic resin case 10B 
shown in drawing 12 based on this. According 
to the Embodiment 3, the ruled line part K 
from which an outer peripheral part serves as 
a bend portion for case formation by a straight 
part can acquire the synthetic resin case 10B 
of form used as a waveform part. Thereby, 
assembly workability at the time of bending of 
the ruled line part K can be especially made 
good. 

The manufacturing method which uses the 
manufacturing installation shown in the 
synthetic resin case 10C and drawing 1 of 
(Embodiment 4), next the embodiment of the 
invention 4 is explained with reference to 
drawing 13 thru/or drawing 15. The punching 
edge 42 which has the cutting part 42b of 
corrugated form in this Embodiment 4 as 
shown in drawing 13, The punching edge 2A 
which has the straight-like cutting part 42a, 
and the projected part 3 for ruled line 
formation which has the projecting end 3a of 
the corrugated form formed as a blade of 
corrugated form are combined, It has a 
waveform part and a straight part in an outer 
peripheral part, the ruled line part used as 
the bend portion for case formation fabricates 
the cast Co shown in drawing 14 of the form 
used as a waveform part, and the synthetic 
resin case 10C shown in drawing 15 based on 
this is assembled. According to the ^ 
Embodiment 4, it has both a waveform part 
and a straight part in an outer peripheral 
part, and the ruled line part K used as the 
bend portion for case formation can acquire 
the synthetic resin case 10C of the form used 
as a waveform part. By this, lessen the 
acute-angle portion of an outer peripheral 
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part, and a worker and a user get damaged, 
and aim at prevention, or, Adjustment of the 
workability at the time of manufacture which 
is said adjusting the assembly workability at 
the time of bending of ruled line part **, 
adjusting the secession nature between the 
adjacent components through that of a ruled 
line part, or adjusting contact resistance with 
other components of the component used as 
an insertion part, and adjustment of the using 
feeling in a complete state are attained. 
The manufacturing method which uses the 
manufacturing installation shown in the 
synthetic resin case 10D and drawing 1 of 
(Embodiment 5), next the embodiment of the 
invention 5 is explained with reference to 
drawing 16 thru/or drawing 18. The punching 
edge 42 which has the cutting part 42b of 
corrugated form in this Embodiment 5 using a 
plastic sheet as a raw material as shown in 
drawing 16, The punching edge 2A which has 
the straight-like cutting part 42a, and the 
projected part 3A for ruled line formation 
which has the projecting end 23b of the shape 
of a straight formed as a straight-like blade 
are combined, It has a waveform part and a 
straight part in an outer peripheral part, the 
ruled line part K used as the bend portion for 
case formation fabricates the cast Co shown 
in drawing 17 of the form used as a straight 
part, and the synthetic resin case 10D shown 
in drawing 18 based on this is assembled. 
According to the Embodiment 5, it has a 
waveform part and a straight part in an outer 
peripheral part, and the ruled line part K 
used as the bend portion for case formation 
can acquire the synthetic resin case 10D of 
the form used as a straight part. Adjustment 
of the workability at the time of manufacture 
which is said this adjusting contact resistance 
with other components of the component 
which a worker and a user get damaged, and 
aims at prevention, or serves as an insertion 
part few in the acute-angle portion of an outer 
peripheral part, and adjustment of the using 
feeling in a complete state are attained. 
A manufacturing method which uses a 
manufacturing installation shown in the 
synthetic resin case 10E and drawing 1 of 
(Embodiment 6), next the embodiment of the 
invention 6 is explained with reference to 
drawing 19 thru/or drawing 21. In this 
Embodiment 6, using a plastic sheet as a raw 
material, as shown in drawing 19, The 
punching edge 42 which has the cutting part 
42b of corrugated form, and the projected part 
3 for ruled line formation which has the 
projecting end 23a of corrugated form formed 



as a blade of corrugated form, The projected 
part 3 A for ruled line formation which has the 
projecting end 23b of the shape of a straight 
formed as a straight-like blade is combined, It 
has a waveform part in an outer peripheral 
part, the ruled line part K used as a bend 
portion for case formation fabricates the cast 
Co shown in drawing 20 of form which 
consists of a waveform part, a straight part, 
and combination, and the synthetic resin case 
10E shown in drawing 21 based on this is 
assembled. According to the Embodiment 6, it 
has a waveform part in an outer peripheral 
part, and the ruled line part K used as a bend 
portion for case formation can acquire the 
synthetic resin case 10E of form which 
consists of combination of a waveform part 
and a straight part. By this, lessen an 
acute-angle portion of an outer peripheral 
part, and a worker and a user get damaged, 
and aim at prevention, or, Adjustment of 
workability at the time of manufacture which 
is said adjusting assembly workability at the 
time of bending of the ruled line part K, 
adjusting secession nature between adjacent 
components through the ruled line part K, or 
adjusting contact resistance with other 
components of a component used as an 
insertion part, and adjustment of a using 
feeling in a complete state are attained. 
The manufacturing method which uses the 
manufacturing installation shown in the 
synthetic resin case 10F and drawing 1 of 
(Embodiment 7), next the embodiment of the 
invention 7 is explained with reference to 
drawing 22 thru/or drawing 24. The punching 
edge 2A which has the cutting part 42a of the 
shape of a straight which is made from a 
plastic sheet and is shown in drawing 22 in 
this Embodiment 7, The projected part 3 for 
ruled line formation which has the projecting 
end 23a of the corrugated form formed as a 
blade of corrugated form, Construct the 
projected part 3A for ruled line formation of 
the shape of a straight which has the 
projecting end 23b of the shape of a straight 
formed as a straight-like blade, and ******, It 
has a straight part in an outer peripheral part, 
the ruled line part K used as the bend portion 
for case formation fabricates the cast Co 
shown in drawing 23 of the form which 
consists of combination of a waveform part 
and a straight part, and the synthetic resin 
case 10F shown in drawing 24 based on this is 
assembled. According to the Embodiment 7, it 
has a straight part in an outer peripheral part, 
and the ruled line part K used as the bend 
portion for case formation can acquire the 



9 



(JP2003-252324A) 



synthetic resin case 10F of the form which 
consists of combination of a waveform part 
and a straight part. Thereby, the assembly 
workability at the time of bending of the ruled 
line part K can be adjusted especially. 
The manufacturing method which uses the 
manufacturing installation shown in the 
synthetic resin case 10G and drawing 1 of 
(Embodiment 8), next the embodiment of the 
invention 8 is explained with reference to 
drawing 25 thru/or drawing 27. The punching 
edge 2 which is made from a plastic sheet and 
has the cutting part 2a of corrugated form in 
this Embodiment 8, The whole outer 
peripheral part combining the projected part 
3B for ruled line formation which established 
the crevice 3b in a part of projecting end 3a of 
this corrugated form while having the 
projecting end 3a of the corrugated form 
formed as a blade of corrugated form by a 
waveform part. As the ruled line part K used 
as the bend portion for case formation shows 
drawing 26, the cast Co shown in drawing 26 
of the form which consists of combination of a 
waveform part and waveform agenesis part K* 
(a dotted line shows by drawing 26) is 
fabricated, and the synthetic resin case 10G 
shown in drawing 27 based on this is 
assembled. According to the Embodiment 8, 
the ruled line part K from which the whole 
outer peripheral part serves as a bend portion 
for case formation by a waveform part can 
acquire the synthetic resin case of the form 
which consists of combination of a waveform 
part and a waveform agenesis part. By this, 
lose the acute-angle portion of an outer 
peripheral part, and a worker and a user get 
damaged, and aim at prevention, or, 
Adjustment of the workability at the time of 
manufacture which is said adjusting the 
assembly workability at the time of bending of 
the ruled line part K, adjusting the secession 
nature between the adjacent components 
through the ruled line part K, or adjusting 
contact resistance with other components of 
the component used as an insertion part, and 
adjustment of the using feeling in a complete 
state are attained. 

[Effect of the Invention] According to this 
invention explained above, it can prevent with 
the wound of the case user while being able to 
prevent with [, such as a finger of the worker 
at the time of assembling work, ] the crack, 
after being assembled, The manufacturing 
method of the synthetic resin case which can 
manufacture the synthetic resin case where 
between the components which adjoin each 
other via a ruled line part cannot break away 



easily and, which does not have an extract of 
the bent components, such as an insertion 
part, and this synthetic resin case with 
sufficient assembly workability can be 
provided. 

[Brief Description of the Drawings] 
[Drawing l]It is an outline block diagram of 
the manufacturing installation of the 
synthetic resin case of the embodiment of the 
invention 1. 

[Drawing 2]It is an expanded sectional view 
showing the projected part for ruled line 
formation and acceptor in a manufacturing 
installation of a synthetic resin case of this 
Embodiment 1. 

[Drawing 3]It is an expansion perspective 
view showing the punching edge and the 
projected part for ruled line formation in the 
manufacturing installation of the synthetic 
resin case of this Embodiment 1. 
[Drawing 4]lt is a top view showing the cast 
formed by the manufacturing installation of 
the synthetic resin case of this Embodiment 1. 
[Drawing 5]It is a perspective view of the 
synthetic resin case based on the cast formed 
by the manufacturing installation of this 
Embodiment 1. 

[Drawing 6] It is an outline block diagram of 

the manufacturing installation of the 

synthetic resin case of the rotary system 

concerning this Embodiment 1. 

[Drawing 7]It is a perspective view showing 

the combination of the punching edge and the 

projected part for ruled line formation in the 

embodiment of the invention 2. 

[Drawing 8] It is a top view showing the cast 

in this Embodiment 2. 

[Drawing 9] It is a perspective view showing 
the synthetic resin case of this Embodiment 2. 
[Drawing 10]It is a perspective view showing 
the combination of the punching edge and the 
projected part for ruled line formation in the 
embodiment of the invention 3. 
[Drawing ll]It is a top view showing the cast 
in this Embodiment 3. 

[Drawing 12]It is a perspective view showing 
the synthetic resin case of this Embodiment 3. 
[Drawing 13]It is a perspective view showing 
the combination of the punching edge and the 
projected part for ruled line formation in the 
embodiment of the invention 4. 
[Drawing 14] It is a top view showing the cast 
in this Embodiment 4. 

[Drawing 15]It is a perspective view showing 
the synthetic resin case of this Embodiment 4. 
[Drawing 16]It is a perspective view showing 
the combination of the punching edge and the 
projected part for ruled line formation in the 
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embodiment of the invention 5. 

[Drawing 17] It is a top view showing the cast 

in this Embodiment 5. 

[Drawing 18]It is a perspective view showing 
the synthetic resin case of this Embodiment 5. 
[Drawing 19]It is a perspective view showing 
the combination of the punching edge and the 
projected part for ruled line formation in the 
embodiment of the invention 6. 
[Drawing 20] It is a top view showing the cast 
in this Embodiment 6. 

[Drawing 2l]It is a perspective view showing 
the synthetic resin case of this Embodiment 6. 
[Drawing 22]It is a perspective view showing 
the combination of the punching edge and the 
projected part for ruled line formation in the 
embodiment of the invention 7. 
[Drawing 23]It is a top view showing the cast 
in this Embodiment 7. 

[Drawing 24] It is a perspective view showing 
the synthetic resin case of this Embodiment 7. 
[Drawing 25]It is a perspective view showing 
the combination of the punching edge and the 
projected part for ruled line formation in the 
embodiment of the invention 8. 
[Drawing 26]It is a top view showing the cast 
in this Embodiment 8. 

[Drawing 27]It is a perspective view showing 
the synthetic resin case of this Embodiment 8. 
[Drawing 28] It is a top view showing the state 
before an assembly of the conventional 
synthetic resin case. 
[Explanations of letters or numerals] 

1 Acceptor 
I 1 acceptor 

la Long receiving groove 
lb Main part 

2 Punching edge 
2A Punching edge 
2a Cutting part 

3 The projected part for ruled line formation 
The projected part for 3' ruled line formation 
3A The projected part for ruled line formation 
3B The projected part for ruled line formation 
3a Projecting end 

3b Crevice 

4 Punch 

5 Cookie cutter Chace 

6 Punch board 

7 Bottom part 

8 Pedestal 

9 Bottom part board 

10 Synthetic resin case 

10A thru/or 10G synthetic resin case 

1 1 Wall surface section 

12 Insertion part 

13 Bend part 

14 Jointing 



20 Blade 

2 1 Solid of revolution 
23a Projecting end 
23b Projecting end 

25 Auxiliary solid of revolution 

33a Projecting end 

42 Punching edge 

42a Cutting part 

42b Cutting part 

Co Cast 

K Ruled line part 

K' waveform agenesis part 
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««£**«>©•?**. mmm7. settaamej:*! 
ar, nmp#xhi^-h3CT\ tr-xB&mvffi o mf 
t it&mm&ffleto t ft « 

SP t % 5 ««ic«*iz:T 6 ftfc c 4: £ f « fe ©t* 

«^©Ef*fcLT«J«Lfc«ra*^ffi«**rrs 

« t * S »«©^fi!c^Bg^- X fcffliWz: 

TSCk^rltmk-r^tcOT'^^o 1 0E« 

©fgHJfc.fcntf, KJIflSICiBgffRtfX KU— hgp** 

fc*S«#©^i^flsy-x*t§se:i:*<-e**. cn 
K*t), «*^3, 4E«©9ffill£naL HJB*©«ft 

»K SF»8|5*^LT©»»)#5as«IHI©llKtt*l»L 
tzO, ML&*&kft£J$#©ft!!©^#k©&&«Jn* 
■»Lte9fc^3J:3*«BW©flF!!ltt©mS*, ^fi? 
«MIT?©ffiffl«©ilS^5rftlk«:*o ttMl 185*© 
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6 

omomf&fttitzswi&tfix bu— b 

1 2E«©J6W©*JS*JIIB*--X©*!3ft#B;M\ ^fi£8f 
h#©*J(*i: LT^figLfcX h u- h«?igm«s*^r * 
w ZBimtfXbl'-b&t&Z&VzV'irimm'r- x* 

i 2E*©«WK:±nar, fl-jaaJicigj&SR&tfx n/- 

h»*WU ^-x«j«ffl©#f»)iftif»«-i:**B«» 

#X h U- h»fcft*»«©*J««»'y-X*»*C t 
CfttiO, B!*9i3, 4|B*©fgWkBS(^ 
«tCLT, n«»©«ft«»*^ft < , f?J£#. 
©«tt#K±S:^ofc9, ilLi&*«i:**gWf©ffi© 
S5«t©»«aSi*IS»Ufc») J:34HJt«f©ff 
£«■©*»*>, ^fig«j»T»©ffiffi^©Pfi^Rl«li:* 
20 3, R&gl 3E«©5BH©£««ffl§*-X«\ ^« 

j«ffl©«f»?*tf»»i:**wtittP3yiieg»kx hu- h 
&®t?zt><D-?&z 0 m&mi 4iB*©«w©^«« 

BB-!r-X©«ifi*an, ASWWS/— h**»i:U & 
#©3>a&i: LT^fiKLfcX h U- h«^ffiK*t5X 

»«k-r*fe©Ta5* 0 w*«i 3, 1 4mm<Dftwic 
*n«, nja«icajg»*wb, -^-x^ffl©f/rDtt 

^t>-e-*^sa:**tt©#««flg'ir-x«»*c k^-e* 

8P©«ft«5»*^ft<U fHMf, <5Sffl*©*tti*l»± 
SHoftD, iP^g|5©»Tt)fttf^©ffl*jiTf^»1i*P 
40 iLf;0, SSK**ttLT©»9^$aWlffl©llKtt* 
PSLfcD, SLii^gPi:ftSg|5«©ffi©a5ai:©S« 
gJt^^Lfc 0 i:v^^ J; 5 ftSifil«©^ll1t©Slfi 

^j«««T»©ffiffljR©ijs^5rnii:ft*. a*«i 
»f ») ft if * # k ft « Bmw t &je& hxhu-hast© 

e*-&t>-fr^6ftS^«K:ffl*3iT€>tlfcC £%&&[£ 
■T?.t©T'fe^ 0 fll&Hl 6E*©«W©*««WIB^r- 
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fltf t ft * mWAWBV t X h U- h gp £ ©ffl* 

%msLt?%>t><DT&Zo m&mi 5, 1 emmco&w 
com K> mmft t ft siwj^t txhu-h&t 

5Sfi©fcdM«fi'5r-XH\ SIMMS'- h***ffcU 
asSWffi&t* ffiffiJSBi:, 

arc, ^-x^jafflojffDfltfaj^fcftsiFiMP^ttjg 
sp t mamas* t o»*^*>**» 6 ft § j&ko^hi 
K^-x*«*icT*Jii:*w«i:-r*fe©-e*«. « 

315 fc tt^^iSff i: 6 ft £ 

flgy-X£»£C2:*rc#5 0 cntctD, H3£JS3, 

#, flfflfO»fiH?SS±*Boft^ I^Sp©^^/ 50 

D^mtmowMttftinib^D. aba***** 

gp»©ffi©gp# i: <DS«S*t^PS LrcDi:^-5«fc5ft 

RrtitftSo 

sea, «tE«te»*i/teft*«Bi'-hs*fr*a< 40 
m^jj 2 aara c < s*#*#f*#©»M^*fli&ap 3 * 

E«bfe±S4i:, c©±S4lc^[p)E«^n, si&m 

i7t%tu ma@4t^-rfi)c^p D pc o©j;5ftn 

S'-hSfcJTSfcff, So, SfDii*ffl©iF^gPK©^ 
B8*ffV\ @ 5 Cgt J: 3 %^M^-X 1 0 
&TnJ&6fc LT<^£ 0 *H«S©^1 tfeV>Tt±, MtB 
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x^rxstc mm->z>iti2z)2&vmmmj£m?%&3* 
snt, ±S4fflytc±#L, xttTP»r*j:5te«j«b 

T^S. huIBTS 7 KfeltSTSiSS 9 ±©«fflEWMBB 

$«©§<* 1 a, &m#n. wtaxf-yi/xttfit* 

D TBBWWWA «»«Aft#tt*M'r 1 
b*MLT^5. £fc, MieS* 1 ©*{* 1 btcti, 

0 2, 03fcgVr«fc3fc: > pf^gPfcfiffl^iRitc^oTW 
IBSM^JS^^ 3 ©&ffi$tf2J{* kLrML«Sffl« 
3 a©^fC*fjSLfc5S»l a*MLT^5. S 
fc, ttEfiftltiU TS*«9±tc*jV^T, i4l^t 

o fcfc^TWI^K4J&l«-r 
5EBT^S®3fiBBSnSfe©T?ft5„ llT\ MSB 
fTStfefr*] 2 ©J&KfCO^TH 3 ^#ILT|ilt5, 
fJ"-£&£?J2©?Ugp2 a B3CgTi5lC, ^©;fi 
Zy3&lcfc-?xmVi<DJ]ti;£LXmf&VX^Zo £<D*£ 

m4icm?i$.m§ i a coict3^xi±, 9\.m&£t*R& 
±x<Dmm&Km^-ftit>m&vi vnaem stm-tsj: 

TT«ua*h*-&j««fiB^-x i ot«t:na\ Mie^s 
s c o ©wsn^ftRtfiFisagp k ±aoitiftjs«7» * c 
Hnto£mcmfM&im<i*!>* m&ii.xft 

«#**"felB±"e**c4:»i:«:S. f:*:, Mffi«Sp D pC 

msKft^xhu-httototJt^, mms&K^ftLx 

Kt>^5 4{@©SffigPl 1, MLii^gpl2. WflgPl 
3, g#gpi 4ffiSlftOWKbt«:< <ft«o M(C ML 

ix^api 2©^sgp^t>»0tti?a6sci:^p,, fa© 

MffiSPl l#©g«Statf*#<ft3©T, 

1 2 ©#gp^, fltSffl Co^i5 tc^-r «fc 3 ft^JSlSf 

si-y-xi oi:LTffl*iz:TP.n^fcaffiaaibtc< 

<ft^o ±^L/c*Syfi©JBffil©S!ii^S©ftet, 0 
5^353' *^ftS^Jf*2 0*«*fcEHEf*2 1 C© 
•T-5ffi«K, B52E©«fc^ftS(*l tlRl^ftS^l ' 
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p 

sgy-x i o A&tf m i fc^-r«3tift«*ffiffl-r««Bt 

T^LfcXhU-htt0^ttJ«S3 3 a^ttSIiJg /0 

U-h*fc4S«tt©H8K:^Ti«S!i&C ofcjjHBU 
Ctl^rStCB 9 tC^-r^-figffiBg^r— X 1 0 A^ffl&irT 

hU-h»fcft*##©^jaatl8*--Xl OA£f#3C 
fctfT?**. CtUCfct), ttH»©*fc»3**K U 

as t * § «**©«&©»» t ©»Mtt£i£iiB l it *) t v > 

©ffgtfRT^fcftSo 
(*S&©«»3) *lc, *f^©&tt©J£JB3©^j£ttf 

Biy-x i o BRt>*0 1 c^r«us*«*«fflr«SBe 

HS£©BfS3tc*5t>Tti. E 1 Otc^-r<fc^tc, XhU 
-h#©SJgP4 2 a**-r5fl-fe&^?a2 At, 

?BBRffl*»3 fc*fi*#t>-&T, *MI»tfX H/- h* 

SPi:ft£J£#;©0 1 lKaR-rj«SaCo*j«}gU C*l 

srstcs 1 2 fcTjvr-s-fiKattiy-x i ob^smts 

»JggP4:*5^©^J5g«BBy-X 1 OBmcW 
T*#3o cntCtOs WclF^gPK©»f»3ft»f^F©ffl* 

(*fig©^®4) JfclC, 43g9J©£ffi©Jgft4©^j&K 40 

Bgy-X l 0 C&lfH l KjBTOBffiHM&ttffl-rsWft 
^TjiKOVTB 1 3 7bS0 1 5 «r#figLTSi^rSo * 
*S6©JB^4fC*3VT«s 01 3 Kjjvr &J£:tfc 
©2JSP4 2 bfcfrf^iTSJSSrSM 2fc, Xhb-h# 
©*)gfU 2 a%m?&fS*>&2712 At. »»tt<03g(* 
£LTBj£Lfci&Jg#©^ffi4£3 attrsimM 
^g)53 i:*li**te-a-T» H-HSWctBBWRtfX hb- 
h»*WU y-X^jSJBWffiDifttfaMi-fcftSBtt* 

u cn&aicai 5 ic^-r-g-j^ffiflgy— xi oc^a so 
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Z*:iT 5 &©•?&£„ HS&!©J£ffi4K<fcft«\ ^SPIC 
8t K> mmft i: ft £ BjUgB k fiU&JBffi t ft § Jfctt©£rfiE 

«as©«ft»#*'>4<u tt&*<DOtteie 

JKttfciWLfcD, SLii*gi5i:ftsa5ftf©ffi©gP«t 
©ttltftBifrfcilSCfc t> <t 3 ft«3BB*©ttSSte© 

(nss©^«5) awe, *^©nss©^^ 5 ©-a-figfia 
ffii^-x i o DRy@ i \zm-r$immmzmm'rzm& 

*fiS©^«5(ct5V>T«, 01 61C^-TJ:3C -&fi!c^ 
8l">-h**ttfcLTfflVT, foB#.<D7}&4 2 b£rW 
T2>n-iE>tkZ?)4 2t, XH^-h«©?ggP4 2 a^r# 
-T3*T^&£?3 2 Ai:, Xhl/-htt©^i:LTM 
LftXhb-h«0?iHWl2 3 b*G?zm®Bf&m& 

gP3 Ail^ffi^Mt^ HJBfiMCifiBBgEfttfX Mx— 
KtfXMx-hg&tftSJfrtfcDEl 7fc^-r^aco 

£j£j&u ctv&stc^ i 8 c^-r-e-^fli^-x 1 0 

STOfttfgP^tftSlF^gBKA^X h U- hgBtftS^tt 
©B-fiSc^Bg-y-X 1 0 tAtT'tSo cntcj: 

#ES±^0of=t>, MLjA^gptft^gP0©ffi©gp^i: 
©M«ata^:i^S Lfc •? k v ^ <fc ^ ftSJfiBf©{tll1±© 

iss^. ^g«fii-e©ffiffl^©iifi^Rr^i:ftSo 
«fis©jK«6) ^tc, *mR<Dmm<Dtem & ©£•)£*§* 

Si^-X i o ERt>*0 l tc^-rSji^g^rffiffl-rs^jg 
»ffiEOl>Tg|l 97iM02 1 Z^mLTmW-tZo * 
*Sg©^ffi6(cfcv^T«, ^«->-h?:ISi:LT 
fflV^T, El 9tC^-r*9lC. iSJ^«©?3gI5 4 2 b5t 

-f3fr-%&#2j4 2t, a«*©^if*i:UT*j«Lfeis 

U- h«©?3»i: LT^fiScLfcX h U- h«©^tBffi 2 
3 b 33KHH£jftffl£tt 3 A t Zmfr&tt. Km 

8WcaWB«**U ^-X^figffl©»Tf)ftifa5«-i:ftS 

SJKtt©0 2 0 K.7frttim& C o ?rfi!t^ C ti%mc 
0 2 1 tc^f-^fig^Si^r-X 1 0 ESrJiS^irC &fc©T 

^r-XJgBRfflcyrOfttfW^tftaBISaJK^ &J^a5 
fcXhU- h»fc©«*^t>-&j^6**»tt©^J««flB 
•y— X 1 0 E^tf^CtA^T-^So Ctlfcit), n^gR 
©«ft«»*^ft<b, f^H#, ffiffl*©«f**l»±* 

a-Dftfj. stt«K©«T«jfttfi$©e#fiT«s!iitt*si 
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hi^-x i o fmi i tcm+wi&mn&«m+z9iM 

75t£lCOV'>T0 2 2 751*0 2 4*#ggLTS4WrSo * 
IHIOStt 7 Cfe^Tli, LIMBS'- h**tti:U 
0 2 2 fC^-TX h U— h#©2JBB 4 2a **-r«*r%3E 

^I*i:bT«J«LfcXhU-h«©gSm«2 3 b**TT 
5Xhl/-h tt0ffiH&&B&tt 3 A t *a*^-*5T» 

^ja«cxbu-ha5*iiu ^-x^figfflosfoftif 

t>*fr6**JB«OH2 3K^-rj«S!iftC o*J«#U 

cn^iicg 2 4 ic^-r^fig«ssg^-x i o F^rffl^a 

TSfcOT**., *BS©«Jft7K<fcnfcr» HJBSWCXb 
U-b»*WU y-X^figffl©Mt»fttfg|5^i:^-5iF 
iiggfl K fcj&gp i: X h U— h SP t % tt 2> 

Ktt«>4j£tH9— X l 0 F*«N6c fc#T?#So cti 

H^-X l 0 G&tf 0 l \c.W&WB&M1t&mT*>WBt 

t*:fcLT»fiKL/-ciSJBtt<0^m«3 a «r#f5 1 1 fete 
KiS©tt0^tB4S3 a©—SWC|HI»3 b«Kt*fcBt»£ 

T\ y-X»*ffl©«ft)fttfW»i:a:*»ttaJKfl«H2 

i^T^-r) t©s*-a-t)^6*5^<D0 2 6fc^r 

fiJcIL J p D p C o SrfiScJg U £ ftSrgfC 0 2 7 EijVr^JSWBl 
y-Xl 0 G^rJffl^iCTStcDT'fe^o HSS©J£fi8fC 
ihtf, *M8«£f*#8«ap-l?, ^r- X»J*fflO»f»)ft 
if i: & & BlfglgB K tfjftgffi i: ttft&HEjOtf ©Si* 

^#©«tt*l*]t*B:?fc?>, »tt»K©|fft>**fi$ 

ffl»*Offil*OJB«©«(***Si!F±T?** t i: t fcffl 
*3lT6nfc*0-y-Xfl«ffl#©«#**l»±1P*, s 
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WBB^-xjttf^s^jsainBy-^^e^iiTffatt 

<fc < HigT'£ *^*«»-!r-XOi!iiBffi*a«-P* 5. 

[0 1 ] *3S8©!!«KDJBtt 1 ©^J0cttfflg^-X©§8ig 
g«©«BS#Wc0T'fc£. 

[0 2] *JIS&©j£ffi l O^AttfJH'Sr— XOWBSEBic 

[03] *nm<DBmi (D'tm.mm'r-xcDmmmmic 

[0 4 ] *3&fflE<D7gJB l ©-&fig«ffli$— x©§gj£gBfc: 

* o»fig-rsfigSp a p^^-r¥S0T-^§ o 
[05] *^m<DBm i osaeaswc * 9»i*-r*«s! 

B a pic«-3 < ^a&tfflg*- - x ©£4&0 T-fe s o 
[0 6 ] *£:M<Q&m l a- 2 y -^©-^^flg 

^-X©§SBti|g©«lll&#§j£0T*&S o 
[0 7] *SI^©||SI©^Sl2K:*ittSjT^ffit?gtB 

20 [08] *mM<DBM2lc*slfZ&mSh*:^-?¥-mmv 
[0 9] **i6ojpJI82<o^*l«»y— x*^-r*HSH 
[01 0] *^©5tSfi©^»3fcfeltSJT^ft#?3t 
[011] **SI©^«3^t5itSfiJc^p a p^-r ;s F®0 
[012] *jlSfi©Jg^3©^«Sflgy-X«r^-r^S 

50 [01 3] *KW<Dn&<D&1&4lClSlf&fI*>t&ZJ3£ 

[014] *mM<DBm4ic&ifz®.m£,%7rs-r¥-wm 
[015] 4 <o^*«fli^-x*^n*a 

[01 6] *«W©*SSO?ei85»i:*»t*iT*S[#^i: 

[017] *nm<D&m5icisifzi£m&tt7n-?¥ffim 
40 [018] *mmcDBm 5 ©^j«ttHB^r-x**r«a 

0T'^5o 

[0 1 9] *«QB©*«©}B«6£ftl*Sfr5ft*33fc 

[020] *nm<DBm 6 tC*5lt5^p D p^^-T¥SD0 

[02 1] *J«SO«»6 0^J«*JiBy-X**r«« 
0T*fc&„ 

[02 2] *fBWOiagO«»7ICi3W*n-6S[*33i: 
50 [023] **S6©JEfS 7 tCfe^S^p a p^-T 3 F®0 
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